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In the Claima : 

Pleas© amend the claims as follows: 

1. (currently amended) An assembly for producing reinforced thermoplastic 
materials comprising: 

an injection molding die having an innu t end, an Qutp . jt end, a linear hnrp 
& . gylnq a linear tongitudinal axis extending b e tween said innut end and aairi output end, g 
septum wall bifurcating said bore defininn t w o separate flow chahnefa wifhin said bore , 
said seotaj m wall having a trailing edg e; 

a fiber feed tube extending through said senhi m wall with an input end nn >h<> 
& stetmr at said head and an output end on t h e interior of said bore centrally lnr.»tf>.ri nn 
gaid trailing edge of said septum wa H raeid i ng in tho injoction molding cfe ; and 

means for injecting a pressurized flow of molten polymer material Into said 
injection molding die. 


2. (cun-ently amended) The assembly of Claim 1 wherein f-^IH injoction molding 
d ie has an input sn d : >nd an output o f ^ said pressurized flow of molten polymer flowing 
In a first direction in a continuous linear flow, thp d irection of «a?ri linear flow h^rnr, 
aligned with said linear lonoHndinal axis of h^k. .. ,herebv said «pnt..m 
separates said linear flow into said two seo.r.to fr^wc w ithin sAid twn finw channete^nH 
aligns and smoothe? said two nonfinuous flow... »iim. n ate t.«rf...ton.. ,«herein said twn 
continuous Ifn^qr non-f , lament flows of molten ooivm.r ,. p}n to form . .inC. f..„ 

trailing ^qg yf pqid 8Pnt.,m v.nll fmm rnid rnp, r 

rT ii d nn t pn t n n d o f t u i J in j u, i jnn mnldinn din- r ,nr r„ r , f , , ^ , „j g „,- „ ., ^ ^,^„^, 
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to nid f i rot d i m rtio n nnd dicpoG oU [. ,.. l onor it ^ rnn tin. ,n, ,r ntmnH n . . fi^ ^^ rn t nf orci ng in to 
f»fl if 1 fl o w of molton poiymop . 

3. (original) The assembly of Claim 2 wherein said injection molding die further 
comprises: 

a cooling section adjacent to said output end wherein said molten polymer flow 
is extruded and cools and becomes more viscous thereby exerting a linear force In said 
first direction on said fiber reinforcing strand. 

4. (original) The assembly of Claim 2 wherein said continuous strand of fiber 
reinforcing is carbon fiber. 

5. (currently amended) An assembly for producing reinforced thennoplastic 
materials comprising: 

an injection molding die having an outer wall, an input end. an output end. a 
material flow channel between said input end and said output ends having a cross 
sectional area, a fiber feed section in said material flow channel adjacent to said input 
end and a cooling section in said material flow channel adjacent to said output end; 

a fiber feed tube having a first end located outside said outer wall of said 
injection molding die and a second end located in the center of said material flow 
channel in said fiber feed section; and 

a means for injecting a pressurized flow of molten polymer material into said 
input end of said injection molding die, wherein said pres.,in>.d fnw ^ n...., ^r-^-r 
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flows In a linear fashio n from said input end of said material flow channel to said ouf piit 
of said material flow channA^, 

3. (canceled) 

7. (currently amended) The assembly of Cl aim 6 CJaim 5 wherein said fiber feed 
lube is aligned in the same direction as said linear flow of molten polymer. 

8. (original) The assembly of Claim 5 wherein said material flow channel is 
tapered and said cross sectional area decreases in size from said input end to said 
output end. 

9. (original) The assembly of Claim 5 wherein said means for injecting a 
pressurized flow of molten polymer is an injection molding barrel and plunger assembly. 
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